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Description 

[0001] The present invention relates to a container 
and to a method of manufacturing the container. 
[0002] A container to be filled with beverages such as 
a sportsdrink or orange juice is disclosed, for example, 
in Japanese Utility Model Application No. 62-134826. 
This container has a bag-shaped container body formed 
of a flexible film, and having gusset portions. A pipe- 
shaped delivery unit is joined to the container body such 
that a flange portion thereof is held at an end portion of 
an upper opening of the container body. The conduit 
portion of the delivery unit is inserted into the container 
body. 

[0003] A container of this kind is lighter in weight, and 
can be opened more easily, than cans or bottles. There- 
fore, it can be used to store beverages and sauces for 
Japanese noodles or Korean-style barbecued meat 
instead of glass bottles and plastic containers. 
[0004] The above described container is shown in 
FIGS. 13 and 14 and comprises a bag-shaped con- 
tainer body 1 having two gusset portions 4 (4a, 4b) 
folded inwardly and two flat portions 3 (3a. 3b), and a 
delivery unit 2 having a flange portion 12 and a conduit 
portion 13. The gusset portions 4a, 4b folded inwardly 
are respectively positioned on both sides of the body 1 
so that they make a space S1 , where the flange portion 
12 of the delivery unit 2 is set, between both inward 
ends 15a, 15b at the upper end portion of the container 
body 1 . The upper end portion and the flange portion 12 
are integrally bonded to each other by means of heat 
sealing. The container formed in this manner has gaps 
S2 which are made between the flange portion 12 and 
each inward end 15a, 15b of the gusset portions. 
[0005] In the above liquid container, however, the fact 
that the flange portion 12 of the delivery unit 2 is set in 
the space S 1 between both inward ends 1 5a, 1 5b of the 
gusset portions results in that a horizontal section of the 
container body 1 is made rectangular and never regu- 
larly square, because whole size in width of the gusset 
portion 4 is narrower than that of the flat portion 3. 
Therefore, the liquid container is not stable in self-stand- 
ing and frequently topples down when it is put on a shelf 
or the rack for displaying. 

[0006] A similar container is disclosed in US-A- 
4,718,778 which container comprises a container body 
having a mouth opening, said container body being 
formed of a flexible material and comprising two wail 
portions, forming front and back walls, interconnected 
by two folded gusset portions forming side walls, and a 
delivery unit provided in said mouth opening and having 
a flange portion which acts as a joining portion between 
the delivery unit and the container body, wherein the 
mouth opening of said container body is sealed along 
top seal lines which extend from the joining portion out- 
wardly. 

[0007] It is an object of the present invention to pro- 
vide a container as defined above which is highly stable 



when self-standing. 

[0008] According to the present invention, a container 
as defined above is characterised in that inward end 
portions of said gusset portions project inwardly of the 

s container body and are interposed between the flange 
portion and the wall portions at the joining portion. 
[0009] In an embodiment, the container has a bag- 
shaped container body formed of a flexible film, and a 
pipe-shaped delivery unit which has a mouth portion 

io formed at an upper thereof and projecting out of the 
mouth opening of the container body. 
[0010] Preferably, each of the gusset portions has a 
width which is approximately equal to that of the flat por- 
tion. 

is [001 1 ] In an embodiment of a container of the inven- 
tion, the flange portion of the delivery unit is arranged to 
overlap the inward end portions of the gusset portions. 
In this arrangement, each gusset portion may be deeply 
folded to shape a cross section of the container body 

20 into an approximately regular square thereby ensuring 
the container is stable when self-standing. 
[001 2] Preferably, said delivery unit comprises a con- 
duit portion which is formed below the flange portion 
and extends inwardly of the container body. 

25 [001 3] In an embodiment, both of said inward end por- 
tions of the two gusset portions are disposed on the 
same side of the flange portion. 
[0014] The delivery unit may slant towards the front or 
the back of the container, so that a user can put his lips 

30 easily onto the mouth of the delivery unit to drink the 
contents. Furthermore, indications or letters on the flat 
portion can be readily viewed by consumers if the top of 
the delivery unit slants to the rear to direct upwardly the 
upper portion of the front flat portion. 

35 [001 5] Oblique seal lines may be formed at four lower 
corner portions of the container body so as to extend 
obliquely across the flat portions from one side edge to 
the bottom edge thereof, and subsequently an outer 
portion beyond each oblique seal line and the bottom 

40 seal line may be cut off. In this manner, the resistance of 
the container body against the folding of the bottom 
edge portion may be reduced, so that the bottom por- 
tion is flattened easily and the stability when self-stand- 
ing of the container is improved. 

45 [001 6] In an embodiment said top seal lines seal the 
upper end portion of the container body. The top seal 
lines preferably have a width larger than that of a seal 
line forming the joining portion. An edge line of each 
transitive portion between a lower corner of the joining 

so portion and a lower edge of the top seal line may extend 
substantially parallel to an axis of the container body. 
The strength of the gusset portions is generally 
increased by providing top seal lines with enlarged 
widths. Furthermore, since each transitive portion 

55 between the lower corner of the joining portion and the 
lower inner edge of the top seal line is extended sub- 
stantially parallel to an axis of the container body, the 
pressure of the contents of the container which concen- 
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trates on the lower corners of the joining portion is 
decreased to improve the strength of this portion and to 
prevent pinholes and breakages of the container. 

[001 7J US- A-4,71 8,778 does not describe the manu- 
facturing method for the container described therein. 
[001 8] The present invention also extends to a method 
of manufacturing a container having a flexible container 
body and a delivery unit, the method comprising the 
steps of: 

folding and positioning two films for gusset portions 
of a container body between two superposed films 
for wall portions of the container body, 
positioning a delivery unit between said two super- 
posed films for the wall portions such that the deliv- 
ery unit is positioned at a mouth opening of the 
container body, and 

securing the films and the delivery unit together at 
predetermined portions thereof to form the con- 
tainer body and seal the mouth opening, 
wherein each inner end portion, at which a folding 
line is formed, of each film for a gusset portion is 
interposed between a flange portion of the delivery 
unit and the film for a wall portion. 

[0019] A manufacturing method of the invention 
makes it easy to position the films for the flat and gusset 
portions. Furthermore, the delivery unit and the films for 
any parts of the container body may be sealed under 
stable conditions because of the temporary bonding of 
the films for the gusset portions. 
[0020] In an embodiment each of the films for the 
gusset portions is temporarily secured to the films for 
the wall portion before positioning the delivery unit. 
[0021] Preferably, in the manufacturing method, each 
of said two folded and positioned films for the gusset 
portions is temporarily secured to the film for the wall 
portion by heat sealing in a manner of pressing a seal 
bar onto the films so as to cross over the folding lines of 
the films for the gusset portions at an upper portion of 
the container body. 

[0022] In an embodiment, said seal bar forms a seal 
portion which has a triangle recess at its centre portion 
on one side thereof, each edge of the recess crossing 
obliquely over the folding lines of the films for the gusset 
portions so that a sealing area of the seal portion is 
enlarged toward a direction of a side portion of the con- 
tainer body. 

[0023] Embodiments of the method of the invention 
increase the productivity of manufacture of the contain- 
ers and decrease the generation of defective containers 
because the inward end portions of the gusset portions 
do not collide with the delivery unit during the position- 
ing thereof onto the gusset portions, and do not disturb 
the positioning of the delivery unit 
[0024] Where temporary bonding utilises the seal bar 
to form the seal portion having the triangle recess, the 
strength of the container against impact is increased by 



a specific sealing area of the temporary bonding which 
corresponds to the above sealing surface of the seal 
bar. 

5 FIG. 1 is a front view showing an embodiment of the 

liquid container according to the present invention. 
FIG. 2 is a perspective view of the liquid container 
showing a state that it is inflated according to the 
present invention shown in FIG. 1 . 

w FIG. 3 is a front view showing a delivery unit of the 
liquid container according to the present invention 
shown in FIG. 1. 

FIG. 4 is an explanatory view showing an inner con- 
stitution of the liquid container according to the 

is present invention shown in FIG. 1 . 

FIGS. 5A and 5B are cross-sectional views sche- 
matically showing two embodiments of the joining 
portion for the delivery unit. 
FIGS. 6A and 6B are views of another embodiment 

20 of the liquid container according to the present 
invention showing a state that it is inflated, in which 
FIG. 6A is a perspective view and FIG. 6B is a side 
view. 

FIGS. 7A and 7B are views showing a bottom por- 
25 tion of the liquid container according to the present 
invention shown in FIG. 1 . 

FIG. 8 is a view showing an upper portion of the liq- 
uid container according to the present invention 
shown in FIG. 1 . 
30 FIG. 9 is a view showing a constitution of an 
embodiment of films to form the container body. 
FIG. 10 is a flow diagram showing an embodiment 
of a manufacturing method according to the present 
invention. 

35 FIG. 1 1 is a view showing an embodiment of the 
temporary bonding. 

FIG. 12 is another view showing the temporary 
bonding shown in FIG.1 1 . 

FIG. 13 is a perspective view showing a conven- 
40 tional liquid container. 

FIG. 14 is a cross-sectional view taken along the 
lines A-A of FIG. 13 and schematically shown. 

[0025] The preferred embodiments of the present 
45 invention will be explained hereunder with reference to 
the accompanying drawings. 

[0026] FIG. 1 is a front view showing a liquid container 
101 which is one embodiment of the liquid container 
according to the present invention, FIG. 2 is the per- 

so spective view showing the liquid container 101 in an 
inflating state, and FIG. 3 is a front view showing a deliv- 
ery unit. Referring to these figures, the liquid container 
101 is constituted of a bag-shaped container body 1 
formed of flexible film and a pipe-shaped delivery unit 2 

55 usually formed of plastics. The container body 1 is pro- 
vided with the joining portion 5 at the upper end portion 
of the body 1 , and thus the flange portion 1 2 of the deliv- 
ery unit 2 is bonded to the inner surface of the joining 
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portion 5 of the container body 1 . The container body 1 
is composed of the two flat portions 3(3a f 3b) which con- 
stitute front and back walls and the two gusset portions 
4(4a,4b) which are folded inwardly to constitute the side 
walls of the body 1 . The body 1 is provided with the 
respective seal lines which are formed at the peripher- 
ies thereof and include top seal lines 6 extending to the 
right and left of the joining portion 5, side seal lines 7, a 
bottom seal line 8 and oblique seal lines 9. These seal 
lines are usually formed by means of heat sealing. 

[0027] The delivery unit 2 has a long and pipe-like 
shape, which is provided with at least a mouth portion 

1 1 formed at the upper end thereof, and a flange portion 

12 formed below the mouth portion 1 1 to join the deliv- 
ery unit 2 and the container body 1 with each other. Fur- 
thermore, the unit 2 may be provided with other parts, 
for example, a conduit portion 1 3 which is formed below 
the flange portion 12 to improve the function as a straw, 
a screw portion 14b at the mouth portion to tighten a 
cap 14a, a supporting flange portion 14c to support the 
delivery unit on a guide for guiding only delivery unit or 
the liquid container with the delivery unit, and a hole 
portion 14d to be a path for the purpose of draining air 
at the filling time and draining the content in a manner 
that the liquid container is turned upside down. 
[0028] FIG.4 shows a state that the front flat portion 
3a is eliminated from the liquid container 101. That is, 
the delivery unit 2 is disposed at the center of back flat 
portion 3b, and both gusset portions 4a, 4b are dis- 
posed on both sides thereof. As can been understood 
from FIG.s 2 and 4. the conduit portion 13 of the deliv- 
ery unit 2 extends inwardly of the container body 1, so 
that the delivery unit 2 serves as a straw. In the present 
invention, the inward end portions 15 (the folding lines) 
are disposed at deep positions close to the center of the 
container body, because it is necessary to make a 
whole width W1 of each gusset portion approximately 
equal to that W2 of the flat portion for the purpose of 
improving stability in self-standing. Thus, the two inward 
end portions 15a, 15b faces oppositely with coming 
close to each other from the both sides of the container 
body or contacting mutually at the center of the con- 
tainer body in some cases. At this time, a whole area or 
a partial area of the flange portion 1 2 is covered with the 
respective inward end portions 15. 

[0029] Therefore, in the liquid container of the present 
invention, as can been seen in FIG. 5 schematically 
showing the sectional view of the joining portion 5, the 
surfaces 16(16a,16b) of the flange portion and inner 
surface 17(1 7a, 17b) of the flat portion corresponding to 
the joining portion are fastened mutually through the 
inward end portions 15(1 5a, 15b) of the folded gusset 
portions. FIG. 5A illustrates a type of the above liquid 
container 101 in which both the two inward end portions 
15a, 15b of the gusset portions are disposed on the 
front surface 16a of the flange portion. On the other 
hand, FIG. 5B illustrates another type in which the 
inward end portion 15a of the right gusset portion 4a is 



disposed on the front surface 16a of the flange portion, 
and the inward end portion 1 5b of the left gusset portion 
4b is disposed on the back surface 16b thereof. 

[0030] In any case of the above two types, the shape 

s of the sectional view of the liquid container becomes 
approximately regular square when the liquid container 
has been filled up to improve the ability in self-standing 
thereof. The type of FIG. 5A is, however, preferable 
rather than that of FIG. 5B. In a case where the right and 

io left inward end portions of the gusset portions are dis- 
posed on the same side (the front or the back side) of 
the flange portion, the long delivery unit slants in the 
direction opposite to the side of disposition of the inward 
end portions of the gusset portions with respect to the 

is flange portion as shown in FIGS. 6A and 6B. Therefore, 
it is convenient to be utilized as the straw. Because, an 
user can easily insert the upper opening end of the 
delivery unit into his mouth in a state wherein he keeps 
the container upright without slanting the container. Fur- 
so thermore, the indications, e.g. letters or pictures, printed 
on the flat portions are emphasized to improve the eye- 
catching effect. That is, in a case of FIG.s 6A and 6B, 
the delivery unit 2 is obliqued backwardly to direct the 
shoulder portion of the front surface of the front flat por- 

25 tion 3a. Therefore, even if the container is put on a rela- 
tively low shelf or rack, a consumer can see clearly the 
indications on the front flat portion. 
[0031 ] There are four lower corner portions at the bot- 
tom side of the container body, that is, the front-right, 

30 the front-left, the back-right, and the back-left corner 
portions. As shown in FIGS. 7A and 7B, the oblique seal 
lines 9 may be formed at the respective lower corner 
portions as if said lower corner portions were cut off 
obliquely by the oblique seal lines 9, and subsequently 

35 a portion 18 outer than the oblique seal lines 9 and a 
bottom seal line 8 may be cut off from the container 
body 1. According to this embodiment in which the bot- 
tom portion is formed into a reversed trapezoidal shape, 
since the bottom portion is flattened easily when the liq- 

40 uid container is put on the table, it has a high ability in 
self-standing. The oblique seal lines 9 are formed so as 
to extend from a predetermined point on the side edges 
of the flat portions to another predetermined point on 
the lower edge thereof, passing through a position 19 

45 where the folding lines formed in the inward end por- 
tions 15 of the gusset portions cross over the bottom 
seal lines 8. An angle 23 between the oblique seal line 
9 and the bottom seal line 8 is usually set at approxi- 
mately 45 degrees. 

so [0032] In the liquid container according to the present 
invention, since the top seal lines 6 where the front and 
the back flat portions are sealed together by the 
medium of the gusset portions are apt to break easily as 
compared with other seal lines and other portions, it is 

55 preferable that the width W4 of the top seal lines 6 is 
enlarged, as shown in FIG. 8, than that W3 of the seal 
line forming the joining portion 5 to increase the 
strength of the top seat lines 6. tf, in this case, the edge 
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line of each transitive portion 22 between the lower cor- 
ner 20 of the joining portion 5 and the lower edge 21 of 
the top seal line 6 is extended substantially parallel to 
the axis of the container body, the pressure P of the 
content in the liquid container does not concentrate on 
the lower corners 20 of the joining portion 5, and conse- 
quently the liquid container is prevented from genera- 
tion of pinholes and breakages at the lower corners 20 
thereof. Therefore! stable quality of the seal portion is 
ensured at the upper end portion including the joining 
portion 5 and the top seal lines 6 of the container body 
1. 

[0033] As to the flexible films for the flat and gusset 
portions of the container body, for example, the com- 
posite fOm 29 as shown in FIG. 9 is utilized to ensure 
flexibility of the container body. The composite film 29 is 
composed by laminating a polyester film 25 to be the 
outermost layer, a film 26 having a barrier property, a 
film 27 selected from the group consisting of polyester 
films or oriented nylon films, and a polyethylene film 28 
to be the innermost layer in this order. More concretely, 
the composite films listed hereinafter are preferably uti- 
lized. 

(1) OPET(12 \wn) I Al(9 jim) / ON(15 *im) / PE(60- 
120 iim) 

(2) OPET(12 |im) / Al(9 vim) / OPET(12 jun) / 
PE(60-120 Jim) 

(3) OPET(12 vim) / EVOH(9 Jim) / OPET(12 urn) / 
PE(60-120 urn) 

[0034] The meanings of the above abbreviations are 
as follow and the brackets are the thickness of the films: 

"OPET"; The oriented polyethylene-terephthalate 
film 

"AT ; The aluminum foil 

"ON" ; The oriented nylon film 

"PE" ; The polyethylene film 

"EVOH" ; The ethylene / vinyl alcohol copolymer film 

[0035] Next, the manufacturing method for the above 
mentioned liquid container will be explained. There is 
described hereunder regarding the case where the liq- 
uid containers are manufactured one by one, but that 
method can be adapted to continuously manufacturing 
a plurality of liquid containers. FIG. 10 shows generous 
operations of one example of the manufacturing 
method. 

[0036] At the beginning, the flexible film is cut into pre- 
determined dimensions to prepare two films to be the 
flat portions of the container body and two films to be 
the gusset portions having a width equal to that of the 
flat portion. The pipe-shaped delivery unit is also pre- 
pared at the same time. 

[0037] After the preparing, two films for the flat por- 
tions are superposed onto and positioned to each other. 
The films for the gusset portions are folded back to form 



the folding lines extending in the longitudinal direction 
thereof, and subsequently a pair of the folded films for 
the gusset portions are set between two superposed 
films for the flat portions so that the outer edges of the 
5 films for the gusset portions are positioned at the outer 
edges of the films for the flat portions and so that a pair 
of inward end portions which are projected inwardly and 
faces oppositely are brought into contact with or close to 
each other. 

io [0038] After the above positioning, a pair of films for 
the gusset portions are temporarily bonded to the film 
for the flat portion by heat sealing at the predetermined 
positions on the films. The heat sealing is conducted , 
for example, for one second at 250°C. The temporary 

is bonding stabilizes the positions of the respective films 
and the delivery unit at the time of the seal work. The 
side seal lines of the liquid container may be formed on 
demand before the temporary bonding. 
[0039] As shown in FIG. 1 1 , the temporary bonding is 

20 usually conducted at the position which will be the upper 
portion of the container body. When the temporarily 
bonding is conducted, it is preferable that the heat seal- 
ing is carried out while pressing the seal bar onto the flat 
portion so as to cross over the folding lines of the inward 

25 end portions 15, so that both inward end portions 15 of 
the gusset portions 4 are bonded to one of films for the 
flat portions. According to this manner, the films for any 
parts and the delivery unit are positioned easily, 
because the inward end portions 15 of the gusset por- 

30 tions do not collide with the delivery unit when the deliv- 
ery unit is put near the gusset portion 4. In particular, in 
case that the container body is formed previously and 
thereafter the delivery unit is inserted therein and joined 
thereto, a pair of gusset portions 4 are located on one 

35 side 3a of the two flat portions 3a, 3b near the upper 
opening of the container body as shown in FIG. 12. 
Therefore, it is easy to handle the delivery unit and the 
container body during manufacturing the liquid con- 
tainer. 

40 [0040] As shown in FIG. 1 1 , it is preferable that the 
seal portion 30 of the temporary bonding has a triangle 
recess at the center portion on one side thereof, and 
each edge 31 of the recess crosses obliquely over each 
folding line of the inward end portions 15 of the films for 

45 the gusset portions so that the sealing area of the seal 
portion 30 is enlarged toward the direction of the side 
portion of the container body. When the seal portion of 
the temporary bonding is formed into the above shape 
having the recess, the strength of the top seal lines of 

so the container body against the various impacts, such as 
an impact when the container drops down, is increased, 
and thus the breakage at the top seal lines of the con- 
tainer is remarkably reduced. 

[0041] After the temporary bonding, the periphery of 
55 the superposed films is sealed to form the container 
body which opens at the upper end thereof. Subse- 
quently, the conduit portion of the delivery unit is 
inserted into the inside of the container body through 
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the upper opening thereof and positioned therein in a 
state thai the flange portion of the delivery unit is set at 
the upper end portion of the container body so as to be 
overlapped with both inward end portions of the pair of 
films for the gusset portions. Then, the end portion of 
the upper opening of the container body and the flange 
portion of the delivery unit are sealed together to com- 
plete the liquid container. 

[0042] As to the above process, the order of respec- 
tive steps can be optionally changed, as long as two 
films for the gusset portions are temporarily bonded 
before the positioning of the delivery unit. For example, 
in the above case, the delivery unit is disposed in the 
container body after formation of the container body. 
However, the following operation may be conducted. 
That is, at first the two films for gusset portions are 
positioned on one film for the flat portion to be temporar- 
ily bonded thereto, and secondly the delivery unit and 
another film for the flat portion are positioned thereon, 
and finally the whole periphery of the films is sealed. 
[0043] As shown in FIG. 2, thus obtained liquid con- 
tainer has an excellent stability in self-standing when it 
is displayed or put on the shelf, because the width W1 of 
each gusset portion is made approximately equal to that 
W2 of each flat portion so that the sectional view of the 
container body has an approximately regularly square 
shape. Therefore, the liquid container according to the 
present invention is utilized as the container for the bev- 
erages, needless to say, also utilized for various things 
such as the seasonings, the sauces and so forth instead 
of the glass bottles and plastic containers. 
[0044] Furthermore, when the sectional view of the 
container body is approximately regularly square, the 
liquid container not only has the excellent stability in 
self -standing but also can ensures a large inner space 
to store the content while reducing the surface area of 
the container body. Therefore, the liquid container 
according to the present invention has no bulky shape 
irrespective of its relatively large volume. 

Claims 

1. A container (101) comprising a container body (1) 
having a mouth opening, said container body (1) 
being formed of a flexible material (29) and com- 
prising two wall portions (3a, 3b), forming front and 
back walls, interconnected by two folded gusset 
portions (4a, 4b) forming side walls, and a delivery 
unit (2) provided in said mouth opening and having 
a flange portion (12) which acts as a joining portion 
between the delivery unit and the container body, 
wherein the mouth opening of said container body 
(1) is sealed along top seal lines (6) which extend 
from the joining portion outwardly, the container 
being characterised in that inward end portions 
(15a. 15b) of said gusset portions (4a, 4b) project 
inwardly of the container body (1) and are inter- 
posed between the flange portion (1 2) and the wall 



portions (3a. 3b) at the joining portion. 

2. A liquid container as claimed in Claim 1, wherein 
said delivery unit (2) comprises a conduit portion 

5 (13) which is formed below the flange portion (12) 
and extends inwardly of the container body. 

3. A liquid container as claimed in Claim 1 or Claim 2, 
wherein both of said inward end portions (15a, 1 5b) 

io of the two gusset portions (4a, 4b) are disposed on 
the same side of the flange portion. 

4. A liquid container as claimed in any preceding 
claim, wherein said container body (1) is sealed at 

is each of four corner portions of a bottom portion 
thereof along each of four oblique seal lines (9), 
which extends from a side edge of the wall portions 
to a bottom edge thereof and passes through a 
position (19) where a folding line of the gusset por- 

20 tion and a bottom seal line (8) of the container body 
cross each other, and is cut off in a trapezoidal 
shape at an outside portion (18) beyond each 
oblique seal line (9) and the bottom seal line (8). 



25 5. A liquid container as claimed in any preceding 
claim, wherein said top seal lines (6) seal the upper 
end portion of the container body (1). and said top 
seal lines (6) have a width (W4) larger than that 
(W3) of a seal line forming the joining portion, an 

30 edge line of each transitive portion (22) between a 
lower corner (20) of the joining portion and a lower 
edge (21) of the top seal line (6) extending substan- 
tially parallel to an axis of the container body. 

35 6. A liquid container as claimed in any preceding 
claim, wherein said flexible material is a composite 
film (29) formed by laminating a polyester film (25) 
to be an outermost layer, a film (26) having a barrier 
property, a film (27) selected from a group consist- 

40 ing of polyester films or oriented nylon films, and a 
polyethylene film (28) to be an innermost layer. 

7. A method of manufacturing a container having a 
flexible container body (1) and a delivery unit (2), 
45 the method comprising the steps of: 

folding and positioning two films for gusset por- 
tions (4a, 4b) of a container body between two 
superposed films for wall portions (3a, 3b) of 

so the container body, 

positioning a delivery unit (2) between said two 
superposed f Oms for the wall portions such that 
the delivery unit is positioned at a mouth open- 
ing of the container body, and 

55 securing the films and the delivery unit together 

at predetermined portions thereof to form the 
container body and seal the mouth opening, 
wherein each inner end portion (15a. 15b) at 
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which a folding line is formed, of each film for a 
gusset portion is interposed between a flange 
portion (12) of the delivery unit (2) and the film 
for a wall portion (3a, 3b). 

8. A method as claimed in Claim 7, wherein each of 
the films for the gusset portions is temporarily 
secured to the films for the wall portion before posi- 
tioning the delivery unit (2). 

9. A method as claimed in Claim 8, wherein each of 
said two folded and positioned films for the gusset 
portions (4a, 4b) is temporarily secured to the film 
for the wall portion by heat sealing in a manner of 
pressing a seal bar onto the films so as to cross 
over the folding lines of the films for the gusset por- 
tions at an upper portion of the container body. 

10. A method as claimed in Claim 9, wherein said seal 
bar forms a seal portion (30) which has a triangle 
recess at its centre portion on one side thereof, 
each edge (31) of the recess crossing obliquely 
over the folding lines of the films for the gusset por- 
tions so that a sealing area of the seal portion (30) 
is enlarged toward a direction of a side portion of 
the container body. 

PatentansprOche 

1. Behalter (101) mit einem BehalterkOrper (1) mit 
einer MundOffnung, wobei der BehalterkOrper (1) 
aus einem flexiblen Material (29) gebildet ist und 
zwei Wandabschnitte (3a,3b), die Vorder- und 
Ruckwande bilden, die durch zwei, Seitenwande 
bildende, gefattete AnschluBabschnitte (4a, 4b) mit- 
einander verbunden sind, und eine Zufuhreinheit 
(2) aufweist, die in der MundOffnung vorgesehen ist 
und einen Flanschabschnitt (12) aufweist, weicher 
als Verbindungsabschnitt zwischen der Zufuhrein- 
heit und dem BehalterkOrper funktioniert, wobei die 
MundOffnung des BehatterkOrpers (1) entlang obe- 
ren Dichtungslinien (6), die sich von dem Verbin- 
dungsabschnitt nach auGen erstrecken, 
abgedichtet ist, wobei der Behalter dadurch 
gekennzeichnet ist, daB nach innen gerichtete End- 
abschnitte (15a,15b) der AnschluBabschnitte 
(4a,4b) nach Innen in den BehalterkOrper (1) vor- 
stehen und zwischen dem Flanschabschnitt (12) 
und den Wandabschnfflen (3a,3b) an dem Verbin- 
dungsabschnitt angeordnet sind. 

2. Flussigkeitsbehalter nach Anspruch 1, wobei die 
Zufuhreinheit (2) einen Leitungsabschnitt (13) auf- 
weist weicher unterhalb des Ranschabschnrtts 
(12) gebildet ist und sich nach innen in den Behal- 
terkOrper erstreckt 

3. Flussigkeitsbehalter nach Anspruch 1 oder 2, 



wobei bekje nach innen gerichteten Endabschn'rtte 
(15a, 15b) der zwei AnschluBabschnitte (4a,4b) auf 
derselben Seite des Flanschabschnitts vorgesehen 
sind. 

5 

4. Flussigkeitsbehalter nach einem der vorhergehen- 
den Anspruche. wobei der BehalterkOrper (1) an 
jedem von vier Eckabschnitten eines Bodenab- 
schnttts desselben entlang jeder von vier schragen 
w Dichtungslinien (9) abgecfichet ist, welche sich von 
einem Seitenrand der Wandabschnitte zu einem 
Bodenrand da von erstreckt und durch eine Position 

(19) hindurchgeht, in weicher eine Fattlinie des 
AnschluBabschnitts und eine Boden-Abdichtungsli- 

15 nte (8) des BehatterkOrpers sich kreuzen, und tra- 
pezfOrmig an einem AuBenabschnitt (18) hinter 
jeder schragen Dichtungslinie (9) und der Boden- 
Dichtungslinie (8) abgeschnitten ist. 

so 5. RGssigkeifsbehaiter nach einem der vorhergehen- 
den AnsprQche, wobei die oberen Dichtungslinien 
(6) den oberen Endabschnitt des BehatterkOrpers 

(1) abdichten und die oberen Dichtungslinien (6) 
eine Breite (W4) haben, die grOBer ist als diejenige 

25 (W3) einer Dichtungslinie, die den Verbindungsab- 
schnitt bildet, wobei eine Randlinie jedes Uber- 
gangsabschnttts (22) zwischen einer unteren Ecke 

(20) des Verbindungsabschnitts und einem unteren 
Rand (21) der oberen Dichtungslinie (6) sich im 

30 wesentiichen parallel zu einer Achse des Behalter- 
kOrpers erstreckt. 

6. Flussigkeitsbehalter nach einem der vorhergehen- 
den AnsprQche, wobei das flexible Material ein Ver- 

35 bundfilm (29) ist, weicher durch Laminieren eines 
Polyesterfilms (25) als auBerste Schicht, eines 
Rims (26) mit Barriereeigenschaft, eines Rims 
(27), weicher aus einer Gruppe bestehend aus 
Polyesterfilmen oder Fiimen aus ausgerichtetem 

40 Nylon, und eines Pdyethylenfilms (28) als innerste 
Schicht, gebildet ist. 

7. Verfahren zur Herstellung eines Behalters mit 
einem flexiblen BehalterkOrper (1) und einer 

45 Zufuhreinheit (2), wobei das Verfahren die folgen- 
den Schrrtte aufweist: Fatten und Positionieren von 
zwei Fiimen for AnschluBabschnitte (4a,4b) eines 
BehatterkOrpers zwischen zwei einander Oberla- 
gernden Rlmen for Wandabschnitte (3a,3b) des 

so BehatterkOrpers, Positionieren einer Zufuhreinheit 

(2) zwischen zwei einander Oberlagernde Filme fur 
die Wandabschnitte, so daB die Zufuhreinheit an 
einer MundOffnung des BehatterkOrpers angeord- 
net ist, und Sichern der Rime und der Zufuhreinheit 

55 mit einander an vorbestimrrrten Abschnrtten davon, 
urn den BehalterkOrper zu bilden und die MundOff- 
nung abzudichten, wobei jeder innere Endabschnitt 
(15a, 15b), an welchem eine Fattelinie gebildet ist. 
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jedes Rims fur einen AnschluBabschnitt zwischen 
einem Ranschabschnitt (12) der Zufuhreinheit (2) 
und dem Rim fOr einen Wandabschnitt (3a,3b) 
angeordnet wird. 

8. Verfahren nach Anspruch 7, wobei jeder der Rime 
fur die Anschl u Babschnitte vorubergehend an den 
Rlmen fur den wandabschnitt vor Positionieren der 
Zufuhreinheit (2) befestigt wird. 

9. Verfahren nach Anspruch 8, wobei jeder der zwei 
gefalteten und angeordneten Rime fur die 
AnschluBabschnitte (4a,4b) vorubergehend an 
dem Rim fOr den Wandabschnitt durch HeiBsiegeln 
durch Drucken einer Siegelungsstange auf die 
Rime, so dal3 sich die Faltlinien der Rime fur die 
AnschluBabschnitte an einem oberen Abschnitt des 
BehaiterkOrpers kreuzen, befestigt wird. 

10. Verfahren nach Anspruch 9, wobei die Siegelungs- 
stange einen Dichtungsabschnitt (30) bildet, wel- 
cher auf einer Seite eine dreieckige Aussparung an 
seinem mittleren Abschnitt aufweist, wobei sich alle 
RSnder (31) der Aussparung schrSg Ober den Fal- 
telinien der Rime fur die AnschluBabschnitte kreu- 
zen, so da 6 eine Dichtungsfiache des 
Dichtungsabschnitts (30) in Richtung eines SeHen- 
abschnitts des BehaiterkOrpers vergrGBert ist. 

Revendications 

1 . Un conteneur (101) comprenant un corps de conte- 
neur (1) ayant une ouverture d'embouchure, ledit 
corps de conteneur (1) gtant constitug d'un mate- 
riau flexible (29) et comprenant deux parties de 
paroi (3a, 3b) fbrmant des parois avant et arrive, 
interconnectees par deux parties de soufflet (4a, 
4b) pliges formant des parois laterales, et une unite 
de distribution (2) prgvue dans ladite ouverture 
d'embouchure et ayant une partie bride (12) agis- 
sant comme partie de jonction entre I'unitg de distri- 
bution et le corps de conteneur, dans fequel 
I'ouverture d'embouchure dudrt corps de conteneur 
(1) est scellge sur des lignes de scellage supgrieu- 
res (6) s'gtendant deputs la partie de jonction vers 
I'exterieur, le conteneur gtant caractgrtsg en ce que 
des parties d'extrgmite intgrieures (15a, 1 5b) desdi- 
tes parties de soufflet (4a, 4b) font saillie vers rinte- 
rieur du conteneur (1) et sont interposges entre la 
partie de bride (12) et les parties de paroi (3a, 3b) 
au niveau de la partie de jonction. 

2. Un conteneur a liquide selon la revencfication 1, 
dans lequel ladite unite de distribution (2) com- 
prend une partie conduit (13) fbrmge au-dessous 
de la partie bride (12) et s'gtendant vers I'interieur 
du corps de conteneur. 



3. Un conteneur a liquide selon la revendication 1 ou 
2, dans lequel les deux dites parties d'extrgmite 
intgrieures (15a, 15b) des deux parties de soufflet 
(4a, 4b) sont disposges du mfime c6t6 de la partie 

5 bride (4). 

4. Un conteneur a liquide selon Tune quelconque des 
revendications prgcgdentes, dans lequel ledit corps 
de conteneur (1) est scellg, a chacune des quatre 

io parties d'angle d'une partie interieure de celui-ci, 
sur chacune de quatre lignes de scellage (9) obli- 
ques s'gtendant depuis un bond lateral des parties 
de paroi vers un bord interieur de celles-ci et pas- 
sant par une position (19) a laquelle une ligne de 

is pliage de la partie de soufflet et une ligne de scel- 
lage interieure (8) du corps de conteneur se croi- 
sent et est dgcoupg sous une forme trapgzoTdale 
au niveau dune partie exterieure (18) au-deia de 
chaque ligne de scellage oblique (9) et de la ligne 

20 de scellage interieure (8). 

5. Un conteneur a liquide selon Tune quelconque des 
revendications prgcgdentes, dans lequel lesdrtes 
lignes de scellage supgrieures (6) sceilent la partie 

25 d'extrgmite supgrieure du corps de conteneur (1 ) et 
lesdites lignes de scellage supgrieures (6) ont une 
largeur (W4) supgrieures a (W3) d'une ligne de 
scellage formant la partie de jonction, une ligne de 
bordure de chaque partie de transition (22), entre 

30 un angle interieur (20) de la partie de jonction et 
une bordure interieure (21) de la ligne de scellage 
supgrieure (6), s'gtendant sensiblement parallgle- 
ment a un axe du corps de conteneur. 

35 6. Un conteneur a liquide selon Tune quelconque des 
revendications prgcgdentes, dans lequel ledit mate- 
riau flexible est un film composite (29) constitug par 
laminage d'un film polyester (25) pour former la 
couche la plus exterieure, d'un film (26) ayant une 

40 proprigtg de barrigre, d'un film (27) sglectionng 
dans le groupe composg des films polyester ou des 
films a Nylon oriente, et d'un film de polygthylgne 
(28) devant §tre la couche la plus interieure. 

45 7. Un procgdg de fabrication d'un conteneur ayant un 
corps de conteneur (1) flexfole et une unite de dis- 
tribution (2), le procgdg comprenant les gtapes con- 
si stant a : 

so plier et positionner deux films, destings a des 

parties de soufflet (4a, 4b) d'un corps de conte- 
neur, entre deux films superposes destings a 
des parties de paroi (3a, 3b) du corps de con- 
teneur, 

55 positionner une unite de distribution (2) entre 

lesdrts deux films superposes destings aux 
parties de paroi. de manigre que I'unite de cfis- 
tribution sort positionnge au niveau de I'ouver- 
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ture cf embouchure du corps de conteneur, et 
fixer les films et I'unite de distribution ensemble 
en des parties predetermines de celle-ci pour 
former te corps de conteneur et seeder i'ouver- 
ture d'embouchure, s 
dans iequel chaque partie d'exttemite inte- 
rieure (15a, 15b), sur laquelie une ligne de 
pliage est fbrmee de chaque film destine a une 
partie de souff let, est interposee entre une par- 
tie formant bride (12) de I'unite de distribution 10 
(12) et le film destine a une partie de paroi (3a, 
3b). 

8. Un procSde selon la revendication 7, dans Iequel 
chacun des films destines aux parties de soufflet is 
est temporairement fixe aux films destines a la par- 
tie de paroi avant le positionnement de I'unite de 
distribution (2). 

9. Un proc6de selon la revendication 8, dans Iequel 20 
chacun desdits deux films pli6s et position n6s pour 

les parties de soufflet (4a, 4b) est fixe temporaire- 
ment au film destine a la partie de paroi, par un 
seel lag e a chaud, d'une maniere dans laquelie une 
barre de sceilage est press£e sur les films pour 25 
croiser les lignes de pliage des films destinees aux 
parties de soufflet, sur une partie superieure du 
corps de conteneur. 

10. Un proc6de selon la revendication 9, dans Iequel 30 
ladite barre de sceilage constitue une partie de 
sceilage (30) ayant une cavite triangutaire en sa 
partie centrale sur une de ses faces, chaque bord 
(31) de la cavite croisartt obliquement les lignes de 
pliage des films destinees aux parties de soufflet, si 35 
bien qu'une zone de sceilage de la partie de scei- 
lage (30) est elargie en direction d'une partie late- 
rale du corps de conteneur. 
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FIG. 3 
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FIG. 4 
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FIG. 5A 
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FIG. 7A 
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FIG. 8 
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FIG. 9 
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FIG.10 



PROCESS OF MANUFACTURING LIQUID CONTAINER 



PREPARING FILMS FOR RESPECTIVE PAR TS AND DELIVERY UNIT 

I 

FOLDING FILMS F OR GUSSET PORTION 

I 

POS I T I ONING RESPECTIVE FILMS 

m 

TEMPORARILY BONDING GUSSET PORTIONS AND 
HEAT SEALING PERIPHERY OF FILMS 





CONTAINER BODY 

I 

INSERTING AND POSITIONING DELIVERY UNIT 

I 

JOINING DELIVERY UNIT AND HEAT SEALING END 
PORTION OF UPPER OPENING OF CONTAINER BODY 

III 



LIQUID CONTAINER 
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FIG. 11 
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FIG. 13 
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FIG. 14 
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